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Chris Provencal 


From: 
David Shepherd 
[dshepherd@dartaero.com] 


Sent: 
March 29, 2007 6: 11 PM 


To: 
'Chris Provencal' 


Cc: 
'S Shahbazian'; 
'Bill Beckett (E-mail)'; 'Dale Trepanier'; 
'Susanne Sheldon' 


Subject: 
RE: NCR 03429-1 


I don't know how we did this to 20 wearpads, 
but I would tend to agree with you. 
Acceptable 
deviation 
in my opinion. 


If we haven't already done so, I would suggest we create an NCR to investigate further to prevent this from 
happening 
in the future. 
In my opinion, this would be unacceptable 
in reverse (carbon steel welds on stainless 
steel wearplates). 


David 


From: Chris Provencal [mailto:cprovencal@dartaero.com] 
Sent: Thursday, 
March 29, 2007 1:58 PM 
To: David Shepherd (David Shepherd) 
Cc: 'S Shahbazian' 
Subject: NCR 03429-1 


Qty (20) 03429-1 
Wearpads, 
those are the pads at the back end of the skidtube. 
They used the wrong weld rod 
when putting on the hard facing; used the new stainless steel rod on regular steel weapads. 
Is this acceptable? 


There will be increased 
chance of galvanic corrosion of the steel, but it seems the steel wearpads 
seem to rust 
regardless. 


-Chris 
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